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Description 

10001] The invention relates to a method of making 
cigarette hard packets with a hinged lid, which method 
involves folding a Wank of packaging material which has 
a generally rectangular shape and is provided on each 
longitudinal side witch pairs of tabs intended, when laid 
over each other, to form the long narrow sides of the 
packet and of the fid, and in order to fix the tabs to each 
other, a cokj adhesive, that is an adhesive wNch is in 
the liquid or fluid state at ambient temperature, is 
applied to one side. of one of the tabs of each pair asso- 
ciated with one of the faces of the blank. The invention 
also relates to a device for carrying out the method, 
according to the preamble of claim 3. 
[0002] A method and apparatus of this kind are known 
from the document DE-A-37 25 833. When applying this 
known method, the use of cold adhesive only, which 
needs longer to dry and set. makes it necessary to pro- 
vkJe some means of holding the packet in its finished 
shape until the adhesive has set sufficiently 
[0003] From the document DE-B-1 21 7 842 it is known 
to apply spots of hotmelt adhesive to at least one of the 
opposing surfaces of associated tabs, in order to hold 
them down while the cold adhesive is drying. This doc- 
ument discloses an usual cardt>oard box provided with 
four closure tabs, which are foldable over each other. 
Two opposite closure tabs are provided with spots of 
hotmelt adhesive, virile the other two closure tabs are 
provkJed witch spots of cold adhesive. This known 
method of the combined use of coU adhesive spots and 
hotmelt adhesive spots for closing cardboard boxes 
cannot be applied simply as such for the purpose of fix- 
ing tabs of cigarette hard packs while the coM adhesive 
is drying. 

[0004] It is an object of the invention to provide a 
method and a device for making cigarette hard packets 
of the type described at the outset, with which it is pos- 
sible to use hotmelt adhesive for the purpose of fixing 
tabs and hokiing the finished cigarette packets in the 
fokled condition until the coki adhesive has set. and this 
in a simple, inexpensive way that is easy to carry out 
[0005] The invention achieves the above objects with 
a method of the type descrbed at the outset and having 
the characterizing features of claim 1. 
[0006] The invention also provides a device for carry- 
ing out the above method, as defined in daim 3. 
[0007] The invention also encompasses other fea- 
tures which further improve the above method and 
device and these form the subject of the dependent 
claims. 

[0008] The particular features of the invention and the 
advantages it provides will be shown in greater detail in 
the description of a preferred embodiment illustrated by 
way of a non-restricting example in the accompanying 
drawings, in which: 

Fig. 1 is a schematic front view, partly in section, of 



the device according to the invention 
Fig. 2 is an enlarged plan view from above and 
partly in section of the device for applying the spots 
of hotmelt adhesive 
5 Rg. 3 is a plan view of the blank with the spots of 
applied hotmelt adhesive and with the areas of 
applied cold adhesive. 

[0009] With reference to the figures, a device for mak- 
10 ing packets from packaging sheets, in particular from 
preshaped sheets of carton board, which are folded to 
form a packet and have tabs, margins or parts designed 
to be laid over each other and fixed together by adhe- 
sive means, comprises a unit for applying adhesive to 
IS the mutually contacting sides of at least one of said 
associated margins, tabs or parts of the packaging 
sheet 1 . An example of such a blank is illustrated in Fig- 
ure 3. TWs blank 1 is suitably shaped for making a rec- 
tangular parallelepipedal pack and has tabs 101. 101', 
20 201. 201' intended to be fixed together by being laid 
over each other in the fokled concfition of the blank 1 
and intended to form together the long, narrow skies of 
the pack and of an associated flip-up Iki hinged afong 
the back of the pack. 
25 [001 0] The blanks 1 are stacked and placed in a mag- 
azine 2 and are fed by a suction arm 3 moved by a sys- 
tem of cranks 4 and guide levers 5 to a suction drum 6 
at the entrance of the adhesive applicator unit. The suc- 
tion arm 3 executes a transverse movement relative to 
30 its length to withdraw one blank 1 from the bottom of the 
stack in the magazine 2 and in combination a forward 
and backward movement in its longitudinal direction, 
thereby presenting the collected blank 1 tangentially to 
the entrance suction drum 6. The entrance suction 
35 drum 6 is turned about its axis on an end-supported 
shaft 106 arxj operates in combination witii a second or 
conveying suction drum 7 which is cfirectiy adjacent to it, 
virtually tangential but separated by a short distance. 
The conveying suction drum 7 takes the blank from the 
40 entrance drum 6 and feeds it into a station where cold 
adhesive is applied. In particular, the conveying drum 7 
has at least one suction segment 107. preferably two 
diametrically opposite suction segments, possibly also 
more suction segments distributed around its periphery; 
45 and it is caused to rotate about its axis. 

[001 1 ] Each suction segment 1 07 sut)stantially conre- 
sponds in area to the area of the blank 1. The suction 
segments comprise approximately radial channels 207, 
preferably an'anged in a fan shape, which communicate 
so with a low-pressure chamber 307 connected via a duct 
407 to a generator of low arxJ high pressure altematety 
A pressure generator is advantageously used, the duct 
407 being connected alternately to said generator and 
to atmospheric pressure by a rotary valve in accordance 
55 with the angular position of the suction segment 107. 
Thus, when it is picking up the blank 1 and when it is in 
the adhesive applicator station, the suctfon segment 
107 is connected to the low-pressure generator, 
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whereas when it is in the discharge station it is con- 
nected to atnrwspheric pressure. In the pick-up station 
the t)lank is sun^endered by the conveying drum 7 to a 
discharging conveyor 8, for example by a belt or pair of 
belts with suctbn action. 

[001 2] In the cold-adhesive applicator station, the suc- 
tion segment 107 is situated directly above the coW- 
adhesive applicator means. 

[0013] In the example illustrated, these means comv 
prise an open-topped cold-adhesive tank 9 of which the 
open top is towards the conveying drum 7. that is 
towards the suction segment 1 07 which is temporarily in 
the cokl-adhesive applicator station. The tank 9 extends 
below the entire area of the blank 1 in both the circum- 
ferential and axial directions of the conveying drum and 
the tank walls 109 oriented transversely to the axis of 
the conveying drum 7 comprise a concavity 209 coaxial 
with this conveying drum 7. Mounted in these walls are 
one or more shafts 110 for a plurality of rollers 10 for 
pk^king up and applying the cold adhesive. The shafts 
1 10 lie alongside each other and their centres are posi- 
tioned on an ideal circular line coaxial with the convey- 
ing drum 7. that is with the recesses 209. The rollers 10 
and shafts 1 10 correspond in position with the desired 
areas of application of the cold adhesive and all dimen- 
sons are such that the rollers 10 are at least partially 
immersed in the cokJ adhesive on the skle away from 
the conveying drum 7. while the part facing sakl convey- 
ing drum 7 is out of the oold adhesive. 
[0014] The tank 9 together with the cokj-adheslve 
pick-up^applicator rollers 10 is mounted on the free end 
of an arm 14 which at its other end is hinged at 114 in 
such a way as to be able to pivot freely about an axis 
parallel with the axis of the drum. The arm 1 4 includes a 
downward transverse extension 214 fitted with at least 
one roller 314 that turns on an axis parallel with the axis 
of the conveying drum 7 and that runs in a circular cam 
track 15 which is supported so as to rotate about an 
eccentric axis 1 1 5. The eccentric axis is vertically lower 
than the axis of the circular cam track 15 in order that 
the rotatbn of the cam will cause the tank 9 alternately 
to rise, bringing the rollers 10 into contact with the con- 
veying drum 7. or rather with the blank 1. and then 
cause It to descend to a position substantially radially 
distant from said blank 1 . The rotary actuation of the 
cam 15 and the rotary actuation of the cokJ-adhesive 
applicator rollers 10 are synchronized with the feeding 
of the Uanks 1 into the coki-adhesive applicator station, 
in other words with the advancing steps of the entrance 
drum 6 and with those of the conveying drum 7. In this 
way. when a new blank 1 is being fed into the cold-adhe- 
sive applicator statton and when it is being passed on to 
the subsequent discharge station, the tank 9 and the 
adhesive pick-up/applicator i^ollers 10 are hekJ away 
from the blank 1 , whereas when the conveying drum 7 
is in its pause phase, the tank 9 with the rollers 7 moves 
towards it bringing the rollers 10 into contact with the 
blank, arxi then withdraws. The rollers 10 always 



present to the new t^ank 1 in the cold-adhesive applica- 
tor station a portion of their adhesive-carrying surface 
that has not yet come Into contact with any blank and 
has therefore not yet deposited the adhesive distributed 
5 on itself. The adhesive is thereby transferred to the 
desired areas of the blank 1 in a touching or punching 
nxjvement. 

[0015] With reference to Fig. 3, each roller 10 is 
designed to produce a print 16 of coki adhesive on a 

10 predetermined part of the blank 1 - in the present case 
on the tabs 101' and 20r in particular, and in certain 
intermediate areas 301' and 401. These prints must 
have predetermined dimensk>ns and a predetermined 
quantity of adhesive to avokl soiling. The blank 1 is 

15 advantageously conveyed through the cold-adhesive 
applicator statton with a transverse orientation, prefera- 
bly perpendicular to the longitudinal line of the prints of 
cold adhesive, that is to say in tills case with the longitu- 
dinal axis of the blank 1 parallel with the axis of the con- 

20 veying drum 7. When the box is in its formed condition, 
ttiat is when ttie blank 1 is fokied, other associated tabs 
or parts of the blank 1 marked 101 and 201 are laid over 
said areas 101' and 201' and said parts must be held 
against the tabs lOr and 201' until tiie cold adhesive 

25 has set sufficientiy to prevent the associated superim- 
posed parts from separating. 

[0016] In order to hold saki t^ 101 , 101' and -201 . 
201' togetfier for long enough to ensure that tiie cokJ 
adhesive has dried, downstream of the cold-adhesive 
30 applicator station and before the subsequent process- 
ing unit, that is before the blank leaves the adhesive 
applicator unit, there is a station where spots of hotmelt 
adhesive are applied to tiie tabs 101 , 201 . The spots of 
hotmelt adhesive 17 are advantageously applied to the 

35 tab 101, 201 assodated with that to which the cold 
adhesive has been applied, in a position that, will not 
coincide with tiie prints of coki adhesive 16 once the 
associated tabs 101 . 101' and 201 . 201 ' are brought into 
contact with each other. 

40 [0017] With reference to Figs. 1 and 2. the hotmelt- 
adhesive applicator device comprises a tank 20 of hot- 
melt adhesive fitted with heating means, for example 
electrical resistors or tiie like, indicated globally by the 
numeral 21 . Partiy immersed in the hotmelt adhesive at 

45 tiie bottom of the tank 20 is a first pick-up roller 22 which 
is caused to rotate in synchronism witti the advance of 
ttie blanks 1 . An applicator roller 23 is supported in such 
a way as to be able to turn about an axis parallel vintii 
ttiat of tiie pick-up roller 22 and comprises, distributed at 

50 equal angular intervals around its circumference, a plu- 
rality of pads 1 23 for picking up and applying tiie hotmelt 
adhesive: these are can-ied in a radially projecting posi- 
tion on the roller 23 and are oriented in the circumferen- 
tial direction of the roller 23. The pads 123 consist 

55 preferably of coaxial circular arcs tangential to the 
peripheral surface of the pick-up roller 22. More particu- 
larly, said surfaces forming the pads 123 consist of tiie 
radially outermost surfaces of frustoconical teeth 223 
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situated at equal angular intervals around the hotmelt- 
adhesive applicator roller 23. The pick-up rdier 22 and 
the applicator roller 23 are connected dynamically to 
each other by a train of gears 24, 25. 26 and are caused 
to rotate by the same motor or driven shaft. 5 
[0018] * With reference to the blank 1 for making hard 
cigarette packs with hinged lids, shown in Fig. 3. the 
spots of hotmelt adhesive 17 on the same side of the 
blank 1 are applied in line with each other in the longitu- 
dinal direction of the blank, that is transversely to the 10 
direction of advance of the blank 1 , each at the adjacent 
ends of the tabs 1 01 , 201 which are Intended to form the 
internal sides of the long, narrow sides of the pack and 
are intended to be laid over the internal side of the asso- 
ciated tabs 101\ 20r. The spots of hotmelt adhesive is 
and the areas of cold adhesive must therefore be 
applied to the opposing sides of Ihe associated tabs 
101, 101* and 201. 20r. so that the cold adhesive and 
hotmelt adhesive are applied to the opposite faces of 
the blank 1 in its unfolded condition. Furthermore the 20 
particular arrangement of the spots of hotmelt adhesive 
17 enables them to be applied simultaneously for the 
tabs 1 01 , 201 on the same side of the blank 1 . If this is 
done, both the pick-up roller 22 and the applicator roller 
23 are composed of two discs 122. 323 separated axi- 25 
ally from each other by a distance equal to that between 
the spots of hotmelt adhesive 17 on the tabs 101 and 
201. Each disc 323 of the applicator roller 23 has two 
frustoconical teeth 223 separated angularly from each 
other to produce spots of hotmelt adhesive 17 on the 30 
tabs 101, 201 on the two sides of the blank 1 as it 
passes through, that is on the forward side and on the 
rear side, with reference to the direction of advance, 
while the teeth 223 of the two discs 323 are axially in 
line with each other 35 
[0019] With reference to Fig. 1 , the device for applying 
the spots of hotmelt adhesive, i.e. the applicator station 
for the spots of hotmelt adhesive is advantageously 
located at the exit end of the blank-discharging con- 
veyor 8 of the adhesive applicator unit. This cuts down 40 
the time taken by the blanks to reach the immediately 
sulDsequent folding station, thereby enabling the blanks 
to be foWed and hence the tabs 101. 101', 201. 20rto 
be laid over each other before the hotmelt adhesive has 
dried. After foWing has been completed, the hotmelt 45 
adhesive dries much faster than the cold adhesive, 
which means that the spots of hotmelt adhesive tempo- 
rarily hoW the pack in the formed condition, that is with 
the tabs 101, 101' and 201, 201* bonded together, until 
the coW adhesive has set. without requiring the use of so 
mechanical or other such folding means. 
[0020] Thanks to their position only the four very small 
spots of hotmelt adhesive are sufficent to ensure the 
effect of holding the pack in the formed condition during 
the period necessary to the cold glue to become dry For ss 
each tab 101 and 201. of the box and of the hinge lid. 
only one small spot 17 of hot-melt adhesive is sufficent. 
In this way the quantity of hotmelt adhesive used is very 



small and it is possible to ensure the maintenance of the 
form of the pack, while the disadvantages of the hotmelt 
adhesive are avoided or reduced to a very low degree. 
[9021] In another improvement, which not only ena- 
bles the positions of the spots of hotmelt adhesive 1 7 on 
the blank 1 to be perfectly situated and adjusted, but 
also enables a plurality of spots of hotmelt adhesive to 
be produced in varbus positions along the longitudinal 
axis of the blank 1 , that is along an axis transverse to 
the direction of advance of the blanks, the hotmelt- 
adhesive applicator desnce is mounted on a slide 27 
which can be moved along tracks 28. 
[0022] The invention is not of course limited to the 
enibodiments described above and illustrated and can 
be greatly altered and modified, especially from the 
point of view of construction. Thus, the construction of 
the dances for applying the cokJ adhesive and the spots 
of hotmelt adhesive depervJs on the geometry and 
shapes chosen for the packet and hence for the blank. 
All of this is possible without departing from the inven- 
tion as claimed below. 

Claims 

1. Method of making cigarette hard packets with a 
hinged lid, which method involves folding a blank 
(1) of packaging material which has a generally rec- 
tangular shape and is provided on each longitudinal 
side with pairs of tabs (101, 101*. 201, 201) 
intended, when laki over each other, to form the 
long narrow sides of the packet and of the lid, and 
in order to fix the tabs (101.1 01 201 , 201 *) to each 
other, a cold adhesive, that is an adhesive which is 
in the Tiquki or fluid state at ambient temperature, is 
applied to one side of one of the tabs (101 201') of 
each pair associated with one of the faces of the 
blank (1). characterized In that, for the purpose of 
fixing the tabs (101. 101', 201. 201*) while the coki 
adhesive is drying, 

a) on the skle of the other tabs (101, 201) on 
the opposite face of the blank . which are free 
of cold adhesive, at least one spot (17) of a hot- 
melt adhesive is applied, that is of an adhesive 
that reaches the fluid state at above-ambient 
temperature and is dried, solkiified or desic- 
cated at ambient temperature. 

b) the tabs (101 , 201) on the same skie of the 
lid and of the pack and to which the spots (17) 
of hotmelt adhesive are applied, are adjacent 
to each other, 

c) the cold adhesive (16) is applied before the 
spots (17) of hotmelt adhesive are applied, the 
latter being applied immediately before folding 
or forming the blank into a packet 
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d) the cold adhesive and the spots (17) of hot- 
melt adhesive are applied to areas not coincid- 
ing with each other on the opposing rrxitualiy 
contacting surfaces. 

5 

2. Method according to claim 1. characterized in that 
the l)lanks (1 ) are conveyed in the transverse direc- 
tion of the blanks and of the areas (1 6) to which the 
cold adhesive is applied, while the spots (1 7) of hot- 
melt adhesive on the tabs (101. 201) on each side io 
o1 the t)lank (1) are applied simultaneously and in 
line with each other in the longitudinal direction of 
the blank, that is perpendicularly to the direction in 
which it is being conveyed. 

IS 

3. Device for carrying out the method according to any 
of the previous claims and comprising an adhesive 
applicator unit with means (6. 7. 8) for conveying 
packaging blanks (1) perpendicularly to their longi- 
tudinal sides from an entrance to an exit through at 20 
least one adhesive applicator station, conveyor 
means (8) for discharging the packaging sheets (1) 
from the adhesive applicator unit arxJ for feeding 
them to a subsequent fbkJing/fbrming station, in 
which device the adhesive applicator unit com- 25 
prises a first cold-adhesive applicator station with 
means (9, 10. 14. 15) for applying cold adhesive 
(16) 

Characterized in that the device comprises 

30 

a) a hotmelt-adhesive applicator station with 
means (20. 21. 22, 23) for applying spots (17) 
of hotmeit adhesive to respective non-coincid- 
ing areas of the tabs (101, ^0V; 201. 201*) of 
the packaging sheet (1). the hotmelt-adhesive 3S 
applicator means (20, 21 , 22. 23) being located 

at the exit end of the conveyor means (8) for 
discharging the packaging sheets (1) from the 
adhesive applicator unit and directly upstream 
of the subsequent unit for folding them and for 40 
forming the packet, 

b) the cold-adhesive and hotmelt-adhesive 
appricator means (1 0, 23) are formed by rollers 
turning about an axis parallel with the longitudi- 
nal dimension of the blank (1) and coming into 4S 
contact with the corresponding areas (16. 17) 

of the corresponding tabs (1 01 . 1 0V ; 201 , 201 ^ 
on opposite faces of the blank (1), 

c) the hoitmeit-adhesive applicator means (20. 
21; 22, 23) are located downstream of the cold- so 
adhesive applicator means (9, 10. 14, 15) with 
reference to the direction in which the blanks 

(1) are conveyed. 

4. Device accordir^g to claim 3. characterized in that ss 
the box and the hinge-lid are kept in form only by 
two very small spots (17) of hotmeit adhesive for 
each of the said parts, each spot being placed on 



the tab (101 . 201) of each one of the two long nar- . 
row sides of the box and of the hinge-lid. 

5. Device according to daim 3, characterized in that 
the means for applying the spots (17) of hotmeit 
adhesive are provided with a heated tank (20. 21) , 
for the hotmeit adhesive and with an applicator 
roller (23) turning about an axis parallel with the 
blank (1) and perpendicular to the direction of 
advance thereof and provkled with circumferential 
notches or. pads (123) projecting radially and com- 
ing into contact alternately with the opposing sur- 
faces of the (blanks (1 ) and with the f luidized hotmeit 
adhesive, the rotation of which roller is synchro- 
nized with the nrxvement of the t)lanks (1). 

6. Device according to daim 5, characterized in that 
the applicator roller (23) carries two or more circum- 
ferential notches or pads (123) for applying spots 
(17) of hotmeit adhesive that are distributed at. 
angles around the drcumference of said applicator 
roller (23). 

7. Device according to daim 5, characterized in that 
the applicator roller (23) comprises two or more 
notches or pads (123) distributed in line with each ; 
other or optionally staggered angularly along the 
axial lenght of the roller. 

8. Device according to daims 6 and 7, characterized 
in that the applicator roller (23) consists of one, two 
or more coaxial discs (323) mounted on the same 
shaft so as to rotate together and able to be sepa- 
rated axially from each other. 

PatentansprOche 

1. Verfahren zur Herstellung von Zigarettenhart- 
schachteln mit einem Mappbaren Deckel, welches 
das Fatten eines Zuschnittes (1) aus Verpackungs- 
material umfaBt. der eine im allgemeinen rechtek- 
kige Form und aul jeder LSngsseite paanweise 
Streifen (101, lOV; 201, 201^ aufweist. die dafOr 
vorgesehen sirxi, die langen Schmalseiten der 
Schachtel und des Deckels auszibilden, sobatd 
diese Qbereinander gelegt werden und urn die 
Streifen (101 . 101 201, 201') zueinander zu befe- 
stigen. wird ein Kaltklebemittel. das ein Klebemittel 
ist. welches einen liquiden oder flussigen Zustand 
bei Umgetxingstemperatur aufweist. auf einer Seite 
auf einen der Streifen (10 V, 201 *) jedes Paares auf- 
getragen, welcher mit einer der Fldchen des 
Zuschnittes (1) vert)unden ist, dadurch gekenn- 
zeichnet, daB fOr den Zweck der Fixierung der 
Streifen (101. lOV; 201, 201*). wdhrend das KaK- 
Webemittel trocknet. 

a) auf der Seite der anderen Streif n (101, 201) 
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auf der gegenQberliegenden FIdche des 
Zuschnittes. welche frei von KaltWeber sind. 
zumindest ein Tropfen (1 7) eines HeiBschmelz- 
Webemittels aufgetragen wird. welches ein Kle- 
bemittel ist, das oberhaib Umgebungs- s 
temperatur den FIQssigkeitszustand erretcht 
und bet Umgebungstemperatur trocknet, 
erstarrt Oder austrocknet, 

b) die Stre'rfen (101 , 201). die auf der gleichen 
Seite des Deckels und der Packung liegen und io 
auf die die Tropfen (1 7) des HeiBschmelzMebe- 
mittels aufgetragen sind, aneinander angren- 
zen, 

c) das KaltWebemittel (16) vor dem Auftragen 
der Tropfen (17) des HelBschmelzWebemittels is 
aufgetragen wird. wobei letzteres unmittellsar 
vor dem Fallen oder Formen des Zuschnittes in 
eine Schachtel aufgetragen wird. 

d) das Kaltklebemittej und die Tropfen (17) des 
HeiBschmelzMebemitteis auf. Bereiche aufge- 20 
tragen.werden. die nicht miteinander auf den 
wechselseitig gegenQberliegenden Kbntaktfid- 4. 
Chen zusammentreffen. 

2. Verlahren nach Anspruch 1, dadurch gekenn- 2s 
zeichnet, daB die Zuschnitte (1) in Querrichtung der 
Zuschnltte und in den Bereichen (16) transportiert 
werden. in denen das KattMebemittel aufgetragen 

ist wdhrend die Tropfen (17) des HeiBschmelzkle- 
bemittels auf den Steifen (101, 201) auf jeder Seite 30 
des Zuschnittes (1) gleichzeitig und miteinander in 5. 
Langsrichtung des Zuschnittes, die rechtwinkfig zu 
der Transportrichtung ist, in einer Linie aufgetragen 
werden. 

35 

3. Vorrichtung zur Durchfuhrung des Verfahrens nach 
einem der vorhergehenden AnsprOche, die eine 
Klebemittel-Auftrageeinheit umlaBt mrt Mittein (6, 7. 
8) zum Transport von Verpackungszuschnitten (1), 
rechtwinMig zu ihren Langsseiten. von einem Ein- 40 
gang zu einem Ausgang durch zumindest eine Kle- 
bemittel-Auftragestatton, mit Transportmittel (8) 
zum Entladen der Verpackungsb6gen (1) von der 
Klebemittel-Auftrageeinheit und zu dessen ZufOh- 
rung zu einer nachfolgenden Falt-/Formstat'on, 4s 
wobei die Klebemittel-Auftrageeinheit eine erste 6. 

. KattWebemittel-Auftragestation mit Mittein (9, 10, 
14, is) zum Auftragen von KaltWebemittel (16) 
umfaBt, dadurch gekennzeichnet, daB die Vonich- 
tuogumiaBt: so 

a) eine HeiBschmelzWebenrottel-Auftragstation 
mit Mittein (20, 21. 22. 23) zum Auftragen von 7. 
Tropfen (17) von HeiBschmelzMebemittel auf 
entsprechaide nicht zusammenfallende ss 
Gebiete der Streifen (101, lOV; 201, 201*) des 
Verpackungsbogens (1). wobei die HelB- 
schmelzklebemittel-Auftragmittel (20, 21, 22, 



23) am Ende des Ausganges der Transportmit- 
tel (8) zum Entladen der Verpackungsb6gen 
(1) von der Klebemittel-Auftrageeinheit und 
direkt oberhaib der nachfolgenden Einheit, um 
diese zu fallen und die Schachtel zu formen, 
angeordnet ist, 

b) die KaHMebemittei- und HeiBschmelzklebe' 
mittel-Auftragemilte) (10, 23), welche durch 
Rollen ausgebikJet sind, die um eine Achse 
parallel zur Ldngsrichlung des Zuschnittes (1) 
roti^en und in Kontakt mil den entsprechen- 
den Bereichen (16, 17) der entsprechenden 
Streifen (101, 101*, 201, 201*) auf der gegen- 
Qberliegenden Rdche des Zuschnittes (1) kom- 
men. 

c) die HeiBschmelzklebemiltel-Auftragmittel 
(20, 21. 22. 23). die unterhaft) der KattMebemft- 
tel-Auftragmittel (9. 10. 14. 15) inbezug auf die 
Transportrichtung des Zuschnittes (1) angeord- 
net ist 

Vorrichtung nach Anspruch 3, dadurch gekenn- 
zeichnet, daB die Schachtel und der Klappdeckel 
nur durch zwei sehr Meine Tropfen (17) des HelB- 
schmelzklebemittels fQr jede der Teile in Form 
gehalten wird. wobei jeder Tropfen auf jedem Strei- 
fen (101. 201) der zwei langen Schmalseiten der 
Schachtel und des klappbaren Deckels vorgesehen 
ist 

Vorrichtung nach Anspruch 3, dadurch gekenn- 
zeichnet, daB die MHtel zum Auftragen der Tropfen 
(17) des HeiBschmelzklebemittels einen beheizten 
Tank (20, 21) fur das HeiBschmelzklebemittel und 
eine Auftragerolle (23) aufweisen. welche um eine 
Achse rotiert. die parallel zum Zuschnitt (1) und 
rechtwinMig zu dessen Bewegungsrichlung vorge- 
sehen Ist und uber den Umfang verteiK Kerben oder 
Kissen (123) aufweist, die radial hervorspringen 
und abwechseind mit den gegenQberliegenden 
Oberfiachen der Zuschnitte (1) und mil dem verflQs- 
sigten HeiBschmelzklebemittel in Kontakt kommen. 
wobei cSe Rotation der Rollen mit der Bewegung 
der Zuschnitte (1) synchronisierl ist. 

Vorrichtung nach Anspruch 5, dadurch gel^nn- 
zeichnet, daB die Auftragerolle (23) zwei oder mehr 
im Umfang verlaufende Keiben oder Kissen (123) 
zum Auftragen der Tropfen (17) des HeiBschmelz- 
Mebemitteis aufweist die winMig uber den Umfang 
der Auftragerolle (23) verteiH angeordnet sind. 

Vorrichtung nach Anspruch 5, dadurch gekenn- 
zeichnet, daB die Auftragerolle zwei oder mehr Ker- 
ben Oder Kissen (123) aufweist die in einer Linie 
zueinander oder wahtweise wtnMig verselzl entiang 
der Langsachse der Rolle verleill sind. 
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8. Vorrichtung nach Anspruch 6 und 7, dadurch 
gekennzeichnet daB die Auftragerolle (23) aus 
einer. zwel cxJer mehreren koaxialen Scheiben 
(323) besteht, die auf der selben Achse angeordnet 
sind. urn gemeinsam zu rotieren und urn zu ermGg- 5 
lichen, axial getrennt voneinander angeordnet zu 
werden. 

Revendlcations 

10 

1. Proc6d6 de fabrication de paquets de cigarettes 
rigides avec un couvercie k chami^re, lequel pro- 
cU^ met en oeuvre le pliage d*un flan (1) de mat6- 
riau d'emballage qui a une forme g^6ralement 
rectemgulaire et est pourvu sur cheque cdt6 longitu- is 
dffialde pairesde languettes (101, lOr. 201, 201*) 
destinies, lorsqu'on les place Tune sur Tautre. k for- 
mer les cdt6s longs et 6troits du paquet et de la 
charni^e, et. afin de f ixer les languettes (101. 101', 
201. 2010 l\jne sur I'autre, Tapplication d*une colle 20 
k froid, c*est-^-dire d ine colle qui est k r^tat liquide 

ou f luide k la temperature ambiante. sur un cdt6 de 
rune des languettes (lOV, 201*) de chaque paire 
associde avec Tune des faces du flan (1). caract^- 
ris6 en ce que. dans le but de fixer les languettes 25 
(101, lOr, 201, 201*) pendant que la colle k froid 
s^e, 

a) sur le c6t6 des autres languettes (101, 201) 

de la face oppos6e du flan qui sont libres de so 
colle k froid, on applique au moins une pointe 
(17) de colle thermofusiWe, c'est-^-dire d'une 
colle qui n'atteint son 6tat f luide qv*k une tem- 
perature au-dessus de la. temperature 
ambiante, et est sdche, solidif iee ou deshydra- 35 
tee k la temperature ambiante. 

b) les languettes (101. 201) du m§me cdte de 
la charniere et du paquet et sur lesquelles les 
pointes (17) de colle thermofusisle sont appli- 
quees, sont adjacentes entre elles. 40 

c) la colle k froid (16) est appliqu6e avant que 
les pointes (17) de colle thermofusible sotent 
appliquees, ces dernieres etant appliquees 
immediatement avant le pliage ou la formation 

du flan en paquet, 4S 

d) la colle k froid et les pointes (17) de colle 
thermofusitsle sont appliquees en des zones ne 
coTncidant pas entre elles sur les surteces 
mutuellement en contact opposees. 

so 

2. ^ Procede selon la revendicat'on 1 , caracterise en ce 

que les flans (1) sont transportes selon une direc- 
tion transversale aux flans et aux zones (16) sur 
lesquelles la colle k froid est appliquee. pendant 
que les pointes (17) de colle thermofusible sur les ss 
languettes (101. 201) de chaque cdte du flan (1) 
sont appliquees stmuttanement et toutes alignees 
dans le sens longitudinal du flan, c'est k dire per- 
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pendiculairement k la direction dans laquelle il est 
transporte. 

3. Disposrtif pour la mise en oeuvre du precede selon 
Tune quelconque des revendlcations precedentes 
et comprenant un bloc applicateur de colle avec 
des moyens (6. 7. 8) pour transporter les flans 
d'emballage (1) perpaxlictdairement k leurs.cQtes 
longitudinaux d'une entree k une sortie k travers au 
moins un poste applicateur de colle, des moyens de 
transport (8) pour ^'ecter les feuiOes d'emballage 
(1) du bloc applicateur de colle et pour en alimenter 
le poste suivant de pliage/ f ornnation, dispositif dans 
lequel le bloc applicateur de colle comprend un pre- 
mier poste applicateur de colle k froid avec des 
moyens (9, 10, 14, 15) pour appliquer de la colle k 
froid (16) caracterise en ce que le dispositif com- 
prend 

a) un poste applicateur de colle thermofusit3le 
avec des moyens (20, 21. 22, 23) pour appli- 
quer des pointes (17) de colle thermofusible 
sur les zones non-coTncidentes respectives 
des languette*s (101, 101'; 201. 201*) de la 
feuille d'emballage (1), les moyens applica- 
teurs de colle thermofusible (20. 21, 22, 23) 
etant situes du cdte de la sortie des moyens de 
transport (8) pour ejecter les feuilles d'embal- 
lage (1) du bloc applicateur de colle et directe- 
ment en anrxxit du bloc suivant pour les plier et 
pour former le paquet. 

b) les moyens (10. 23) applicateurs de la colle 
k froid et de la colle thermofusible sont formes 
par des rouleaux tournant autour d'un axe 
paralieie k la dnnension bngitudtnale du flan 
(1) et venant en contact avec les zones (16. 1 7) 
correspondantes des languettes (101. 101'; 
201 , 201 *) correspondantes sur les iaces oppo- 
sees du flan (1), 

c) les moyens (20, 21, 22, 23) applicateurs de 
colle thermofusible sont situes en aval des 
moyens (9, 10, 14, 15) applicateurs de colle k 
froid par rapport k la direction dans laquelle les 
flans (1) sont transportes. ^ 

4. Dispositif selon la reverxiication 3. caracterise en 
ce que la tx>Tte et le couvercie k charniere sont 
maintenus en forme seulement par deux tree peti- 
tes pointes (17) de colle thermofusible pour cha- 
cune desdites parties, chaque pointe etant placee 
sur la languette (101, 201) de chacun des deux 
cdtes longs et etroits de la boTte et du couvercie k 
charniere. 

5. Dispositif selon la revendlcation 3. caracterise en 
ce que les nnoyens pour appliquer les pointes (17) 
de colle thermofusible sont pourvus d'un reservoir 
(20, 21) chauffe pour la colle thermofusible et d'un 
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rouleau applicateur (23) tournant autour d*un axe 
parall^le au flan (1) et perpendiculaire k la direction 
de d6piacement de celui-ci et munis de crans ou 
tampons (123) p6rlph6riques faisant saillie radiale- 
ment et entrant en contact alternativement avec les s 
surfaces oppos6es des flans (1) et avec la colle 
thermofusible Gqu^i6e. la rotation dudit rouleau 
6tant synchronis6e avec le mouvement des flans 
(1). 

10 

6. Dispositif selon la revendication 5, caract§ns^ en 
ce que le rouleau applicateur (23) porte deux, ou 
plus, crans ou tampons (123) p6riph6riques pour 
appiiquer des pointes (17) de cdle thernrxifuslbte 
r6partis angulairement sur le pourtour dudit rouleau is 
applicateur (23). 

7. Disposit'f selon la revendication 5, caract6ris^ en 
ce que le rouleau applicateur (23) comprend deux. 

ou plus, crans ou tanpons (123) r^artis en ligne 20 
Tun par rapport k I'autre ou facultativement d6cal6s 
angulairement le long de Taxe du rouleau. 

8. Dispositif selon les revendications 6 et 7, caract^- 
ris6 en ce que le rouleau applicateur (23) consiste 25 
en un, deux ou plus, disques (323) coaxiaux mon- 

t^ sur le mSme artxe de fagon k tourner ensemble 
et k permettre qu'on les s^pare axlalement Tun de 
{'autre. 



8 



EP 0 747 289 B1 




9 




10 



